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GEARS 


AN INTERESTING 
EXAMPLE OF FORMED 
WHEEL GRINDING.... 


N the buying of motor cars never has the dollar been 
worth as much as it is today. 


A part of this increased value is the result of decreased material 
costs. Lower overhead and more efficient distribution are 
factors. Above all, however, the accumulated savings resulting 
from the use of modern machine tools is stretching that dollar. 


Modem Landis Hydraulic Grinding equipment contributes its 
bit. Machines like the once illustrated above have been grinding 
the straight and taper clutch portion of transmission clutch gears 
in a large automotive plant. Output per machine is 80 per hour 
roughing, removing .045” stock or 80 per hour finishing, 


removing .010” stock. Limits are .0005” for runout; .001” 
tor size. 


The operation is one of the plunge cut type, the face of the 
wheel being formed by means of a hydraulically operated 
profile truing fixture. Other features include a hydraulic straight 
infeed mechanism, an air operated footstock spindle and rather 
cleverly designed mechanisms for locating and driving. 


Whether you build automobiles, spinning machines, road 
building machinery, electric motors or what not you can ill 
afford delay — that is if would reduce your costs. Challenge 
us today to show you how Landis equipment can help keep 
you one step ahead of competition. 


LANDIS TOOL CO., Waynesboro, Pa. 
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MULTIPLE 
- SPECIAL 


TOOLS JIGS HEADS - DIES 


FIXTURES MACHINERY 


15,000 Sq. Feet of Floor Space, 
Up-To-Date 
Heat Treat 


Equipment, and Our 


Own Room. 


We also maintain a permanent Engineering Staff. 


SNYDER TOOL & ENG. CO. IS BACKED 
EXPERIENCE IN 


INDUSTRIES 


BY MANY YEARS OF 
THE AUTOMOTIVE 
QUIREMENTS. 


SOLICIT 


RESPECTFULLY 
PATRONAGE. 


WE 
YOUR 


Snyder Tool and 
Engineering Co. 


3100 East Lafavette Detroit. Michigan 


FITZ. 0124-5-6 
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GARRISON SPUR, HELICAL 
and HERRINGBONE TYPE CHUCK. 


GARRI 
HYPOID 


‘LUSTER CEAR TYPE CHUCK. 


SON STRAIGHT, SPIRAL and 
BEVEL GEAR TYPE CHUCK. 


STRAIGHT 
THINKING 


for the Tool Engineer- 


With sales lagging behind expectations, responsibi- 
lity for survival of most manufacturing companies 
rests with its engineers and production men. They 
must find ways an] means to make a profit, even 
on greatly reduced production schedules. And they 
are doing it. 


One firm, by installing a specially built Garrison 
chuck, got required results and saved over $10,000 
in equipment cosis alone. Another cut grinding 
costs in half, improved accuracy, and lost only one 
¢ear through rejecting in six months. Still another 
cut tolerances for eccentricity in half without reduc- 
ing preduction. There are scores of other examples, 
where Garrison chucks have improved accuracy and 
lowered costs. 


What do you want? Better gears? Lower costs? 
Fewer “rejects”? The Garrison Made Precision 
Pitch Line Gear Chucks will do all these for you. 


GARRISON WORM, WORM WHEEL 
and SPROCKET TYPE CHUCK. 


We are the exclusive representatives for 
Garrison Chucks in Michizen. 

Complete information and Engineering Ser- 
vice furnished on request. 


John E. 
Livingstone & Co. 


2-246 General Motors Bldg., Detroit, Mich. 
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Production Machine Work 


COMMERCE PATTER (FOUNDRY & MACHINE Jf 
COMPANY 


2211 GD. RIVER AVE. DETROIT, MICHIGAN 


HIGH CONDUCTIVITY COPPER CASTINGS 


SPOT WELDING TIPS 


BUTT WELDING DIE BRONZES 


Today’s competition demands the best production line 
equipment known to engineers. — That’s why success- 


ful engineers everywhere insist on 


TRADE MARK 


FLEXIBLE SHAFT MACHINES 


for 
A batt f Mall machin installed on 
— 
your production line will insure maximum 


production at today’s low cost requirements. WET SANDING SURFACER 


DETROIT SALES & SERVICE 
8508 GRATIOT AVENUE 


Phone: WHITTIER 9399 


LACQUER RUBBING 
POLISHING-RELUSTERIZING 


MAIN OFFICE AND FACTORY 


MALL TOOL COMPANY 


7740 So. Chicago Ave. 


Chicago, Illinois 
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MEMBERSHIP COMMITTEE 


Seeted, left: W. H. Smila, To 
Jefferson Plant 

Seated, right: , President and General 
Manavcer of & Manufacturing Co. 

Standins, left to tight: Frank H. Hartlep, Chief Tool 
Designer, Timken Detroit Axle Co.; Otto F. Poelke, Tool 
Engineer, Cedillac Motor Car Co.: A. S. Cumming, Die 


1 Envineer at Chrysler's 
Chairman. 
Albert M. Sarge 


Pioneer Eneineeri 


Eneineer at the Packard Motor Ca) Co. 


The membership committee has fixed 
goal for 1932 at 1000 members. At the ray ie 
applications are coming in, it looks like thet 
are traveling on schecule. Some grumbling haf@ 


been heard from the directors because of having} 
to stay so late at director’s meetings voting 
app icaticns for membership, but we do not be. 
lieve a little thing like thet will stop the mem. 
bership committee. 
If yeu know of a tool engineer whose abilit 
that he is qualified for membershiy§ 
give him the name and location of one of t} j 
members pictured above, and he will see tha ¥® 
he gets the information about thi® 
society and an application blank to fill out. 


indicates 


necessary 


This Go-Gettir’ Age. 
“I dont see why you refuse to marry me_ becaus 

asked you for just one kiss!” 

“Well, any modern fellow who would ask for a kiss ist 


aggressive enough to make ¢ good living.” 


REPORT OF THE EMBLEM COMMITTEE 


FRED L. HOFFMAN, Chairman 


We feel that we have developed a button which 
is Leautiful and individual in design. It 
Sente 


repre- 
no manufactured article, and therefore does 


net Ciscriminate against any industy. 


We have adopted a dark background (blue for 
senior and maroon 


which is 


for junior members) upon 
placed a golden sunburst, within which 


(ie white letters A.S.T.E. are placed. 


The significance of the A.S.T.F. bursting forth 
in the sun is, that, as the sun bursts forth throw- 
ing its rays of light upon the earth. so also do 
the ideas of the Tool Engineer burst forth throw- 
ing their light and thought into the industries, 
revealing means of manufacture of 


( heaper products. 


better and 


Orders fer the buttons will be taken by a mem- 


her of the committee at the next regular meeting 


at a price of $1.00 for the gold filled and 82.00 


Md Orders will 


for the solid) gold) button. also De 


taken at time at the office of the 
tary. 

We want all members to have buttons as it | 
will aroure an interest in the society and hel 
build up the membership. 


any secre: 


Sign cf Prosperity. 


An old gentleman down in Peoria, Illinois, wrote 
Merl» H. Thorpe, editor of “Nation’s Business”, that hi 
could tell when the depression was over. He said that h 
had been through four panics and had found by experien 
that a panic ended just about the time he had worn 
three pairs of pents. Writing to Thorpe, he said: “I kno 
it is over because my third pair of pants is getting s 
thin now that when I sit upon a nickel in my hind pocket 
I can tell whether it’s heads or tails.” 


Jovie——“T see by the paper that the Marines have land 


and have the situation well in hand. What's that mea 
Mary never 


Geze, Jovie, aint you been out) wi 


Merine?” 
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NEXT MEETING 


June 9, 1932 - 8:00 P. M. — Colonnade Room, 
SPEAKERS 


LOUIS RUTHENBURG, 


President 


—COPELAND PRODUCTS 
Mt. Clemens, Michigan. 
SUBJECT: 


Detroit Leland Hotel. 


FRANK W. CURTIS. 
KEARNEY & TRECKER CORP., 
Wisconsin, 


SUBJECT: 


“The relation of the Tool 
Engineer to Management.” 

Mr. Ruthenbure has had 
a wide exper-ence as an ex- 
ecutive. Although his earli- 


est training was technical, 
he was thrown into almost 
violent with men in 


contact 
a menagerial capacity at the 
beginning of his career. 

most fortunate thing 
it ever happened in the 
basiness career of Copeland’s 
president, he believes, was his 
association with Charles Ket- 
tering at Delco. 

It would be difficult to 
work closely with a man like 


“What 
should know 
Carbide.” 


Tool Engineers 
about Tungsten 


Mr. 


ome features ol 


will dis 
tool design 
connection with tung 
end tantulum carbides for 
including the analysi 
operation now mm 
ise, showine the comparative 
production figures with for 
methods. Much will be 
the class of milling 
TC application; 
aterials that 
at this time. 


urtis uss 


sed 


milling, 


many 


mel 
about 
suited for 
also the m 
be handled 


The 


can 


with 


Ketter:nge for 10 years—as Mr. Ruthenburg did—and 
absorb some of his technique and adopt some of his 


hit 


talk will deal 


essful results. 


aintenance suvgestions will be 


Krom this association, Mr. Ruthenbure derived his ect savings are gained by the 
of digging for facts, his habit of logical thought, outline of some of these will 
pos:ibly some of his imaginative propensities. be discusse Recent developments of tantulum carbide 

lle joined Copeland in 1929 as president and general will likewi dis ed, end the talk will be illustrated 
ver, This brief history does not contain enough by motion pictures and lantern slides. 

it him to properly describe his unquestioned ability a 

talk on the subject, “The relation of the Tool Engineet Mr, Curt | be giad pend as much time after the 

Vanavement.” formal talk in cus the matter es you may desire. 


LAST MEETING 
at Webster Hall 


Held May 12, 1982, 


Captain Woofter, Chief Engineer of the Swift Electric In 1885 Pr essor Tho on, of Philad Iphia, discovered 
Welder Co., was the speaker at the May meeting of the accidentally e art of electric weldin; He had con- 
\merican Society of Tool Engineers, held at Webster structed a crude transformer to demonstrate to a class 
Hall, Detroit. of students how low Itave current in a primary coil 

He sketched in a very interesting manner the develop could b we a high voltage current in an 

nt of tools as used by man in his steady climb through adjacent coil. Sparks were made to jump the 

the ages, and brought out the fact that in each eve gap betwee e ends of the wire in the secondary coil, 
degree of civilization attained was dependent directly in a manne} lar to the way the electric spark spans 
the kind of tools at man’s disposal. the gap at t the spark plug used 

When man first began to use metals his only meen: engine 

dine them together was by rivets of copper 01 He di vere at the electric batt re tak: 
1c This method wa used up to the last few cer out of Lhe ! ‘ ind a whed t ! ecoudary 
ies, When he discovered accidentally that, if the partial coll, a low voltage ang h amperage current was induced 
nelted ends of two bars of metal were forced together, in the primary coil. 

would continue to stick to one another after they He attached a ee] o each end of the primary 
ed, coil, and attempted to ceuse a spark to jump from the 
he first materials welded in this manner were lead end of one 1 t e} He vradually reduced the 
other soft metals, which melted at reletively low space beiwee he two rods until the two ends of the 
peratures. Iron and very mild steel were next success- rods touche ere instantly heated and stuck to 

welded. About 200 years ago the art of welding gether, ar ( stick after they were cold. Thus 

cerbon steel was discovered. In 1910 it was dis- the elect velding process was discovered. 
ered that pieces of aluminum could be joined by weld- Space will 1 ern he covering of all the interesting 

applicati C) the Captain. Fig. 1 illustrate 


els 
BS 
| ae 
basic rules necessary for suc 
ot 
hab In addition, ae 
a 
a. 
om 
a 2 
Bae 
igh 
} 
ah 


A. S. T. E 
TANG WELOED 
SPEED STEEL REAMER > SHANK 
IG. 1 Application of Electric Welding to Perishable 


Tool Manufacture & Salvage. 


the weldine of driving tangs, on large drill shanks which 
have been broken. Obviously this is much more econo- 
mical than makine e new drill complete. 

The illustration below the drill in Fig. 1 is of a high 
body welded to torque-resisting 


Concentricity is maintained in such 


speed steel reamer 
nickel steel shank. 
cases, and the shortening of the overall length is less than 
1/32 inch. 

It would seem that the Westinghouse air brake parts 
shown on the lower line in Fig. 2 could hardly be made 
by any other process than welding. Certainly, the welding 
together of the windshield tubes as shown in Fig. 2 effects 
an enormous saving in die cost. 

The small welding machine in Fig. 3 is used to cut to 
leneth braided wire cable such es is used to operate the 


BUTT WELDED WINDSNIELD TUBING 


WELDED WESTINGHOUSE AIR BRAKE WAIVES 


brakes of an automobile. 
The difficulty encountered 


cutting such cables by the 
ordinary method of shearing 


is in the special precaution 
necessery to prevent the wire 
strands uncoiling. 
When the cable is severed 
on the welding machine, its 
welded 


Verious strands are 


together instantly as they are 


being cut, making it unneces- 
sary to use a ferrule or any FIG, 2—Welding of Interest 


other method of overcoming to the Machine Designer. 


FIG. 3—Swift Electric Coiled Cable Cutter and Welder. 
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the unwindine process. Incidentally, a head was formed 


on the ends of the cables, which were used on mechanical] 
brakes, the head being formed after passing through 
the clevis. 


RECENT DEVELOPMENTS IN FINISH- 


ING EQUIPMENT FOR THE PAINT 
AND LACQUER DEPARTMENT 

The Mall Tool Company of 
Chicago and Detroit announce 
several new improvements in 
flexible shaft equipments. New 
motor designs, improved shafts, 
and hand spindles that operate 
more smoothly and quietly are 
among the features of the la- 
test equipment. 

Outstanding of these is the 
new motor used for sanding 
and finishing operations of 
automobile bodies. Maximum 
production requires power, and 
with the new type motor which 
develops over 2 h. p. there is 
always power to spare at the 
operator’s finger tips. 

The motor is entirely en- 
closed in a vapor-proof housing, 
so that its operation is entirely 
safe in lacquer rooms, etc. The housing is con- 
structed of aluminum so that heating is held 
down to the minimum. Cooling of the motor is 
arranged so that no draft is directed upon the 
operator, as is common practice in most vapor- 
proof vertical installations. 

Illustrated is a typical unit 
with hanger bail assembly for 
overhead track mounting. 
These machines are also avail- 
able in pedestal type mount- 
ings. 

Mall shafts and hand spind- 
les operate continuously cool. 
practically continuous internal 


The 


bearing shaft insures longer life; even under con- 


patented 


ditions requiring extreme 
flexibility. Smaller clear- 
ances between the shaft 
and shaft housing has 
decreased weight and 
size without any sacrifice 
in durability, thus adding 
to the operator’s efficiency. 
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BE OF GOOD CHEE 


Washington had his 


Forge, Napoleon his 
and the mighty Ca- 
ard the third one called; 


glory of their illustrious 


THIS WONDERFUL 3 
TOOL ISAT — 


shines on to flood our 
with courage, to whistle 
face of overwhelming 
en birthplaces of high re- = 
: 
; er all, not everyone can, 
g ne fell] stroke, lose a pro- 
4 n camera; fail to provide 
: perator for it and a screen 
ceive the picture; lose a 
ting place and chairs: and 
ie but one speaker when 


were ordered, That’s a mark 


vehnlus 


a treit of distinction. 
remarkable faculty 


of a 


tings committee to provide 
an absolutely different type of = tL) / 
entertainment indicates real tool 
ineering ability. 


yur Society is supposed to be 


ational. We all learn’ by 
takes. Let us all thank the = ay 

‘thinking committee who 
ides such object lessons 
vides such object lessons, and Hii) 

. 

good cheer, for the com- | if 
ttee is composed of tool en- 
eers, whose only method of i 


earning (according to the Boss) 
by their own errors. 


their all rights to 
ntaining that all these apparent slips were real and 
Don’t be 


They are just three jumps ahead of us in their 


modesty they disclaim praise, 
rseen and absolutely beyond their control. 
ed. 
nny thinking. They used reverse English on us. 
fired 
to 


the President 
Let 


ey eren’t by they are fired by 


ermination make good. us give ’em our 


Support, 


ie to the next meeting. Be courageous; bring your 


s. Give the committee a chance to show you. They 
» it! 
night I held a little hana 
So dainty and so neat, 
ight my heart would surely burst 
o wildly did it beat. 
cher hand ne’er held so tight 
‘ould greater gladness bring 
the one I held last night which was 


Four 


Aces and a King. 


“Anda gsacd time w: 


SAY D'You 
GUYS HAV 


SQ 
Q 
| WHY DID- { 
HAVE IT IN = 


s had by all”, thanks to the meetings committee. 


JULY MEETING 


arrange with Honorable Frank 
the MecCrosky Tool Corporation, 
to come before our society in 


Mille: 


\ieedville, 


Pres lent of 


svivania, 


ir July Meeti: possible, with a message of vital im- 
portance to al | engineers. The subject of his address 
will be, “THE TOOL ENGINEER IN THE NEW ERA”, 

Mr. Miller has come up from the ranks in the McCrosky 

vaniza and a few years ago was selected as their 
Presider His experience has not been limited to manu- 

ict n¢ r | sa man of broad experience, both edu- 
cational ; olitical. He has served his country as a 

‘enator, and now functioning as Chairman or Vice 
( hairman of t Board of Regents, of one or two colleges. 
Iie has be 1 Chautauqua platform speaker, and we feel 

vat all those who do not hear Mr. Miller will miss hear- 
ing probably of our most outstanding speakers of the 
year, 

We ther rge you to plan on keeping this date 

pen and | ! arrange to be on hand early. 
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THANKS FOR YOUR HELP 


The members of the publicity committee wish 
to express thelr gratification for the way their 
initial effort, the publishing of the first copy of 
the A. S. T. E. Journal, has been received. We 
are particularly pleased with the support accorded 
us by our advertising clientele, who were quick 
to rense the real value of our paper as an adver- 
tising medium. 

The confidence placed in us by our advertisers 
is due, in a large measure, to the knowledge that 
the American Society of Tool Engineers is a non- 
profit organization, and that this paper is issued 
without personal profit to any member of its staff. 
The charges for advertising will be only such as 
will be necessary to defray the expense incurred 
in publishing this journal. 

That the advertising pages will be used by the 
members cf the society for ready reference is 
naturally understood. Therefore, we will be 
vreatly pleased if our readers will mention this 


paper in dealing with our patrons. 
“MORE BLESSED TO GIVE—” 


Men aren't born; theyv’re made—and made by 
themse!lves—products of their own efforts or lack 


of effort. Their muscles become sinewy by ex- 
ercise—their minds powerful throuyh thinking. 

obstacles 
Hardships 
are usually blessings in disguise. 
Most medicines are distasteful. 


The overcoming of 
vives them strenginh. 


Depressions give men 
strength. Lack of strength 


greater 


causes depressions. We emerge 


from depressions only after re- 
veining the strength we lost during the boom. 
The longer the boom, the longer the double-chin, 
and the longer the period of exercise required to 
remove it. 

All of which is apropos of the fact that we 
need to work to become more worth-while, to 
have strength to serve others—and serving others 
maker us stronger, so by serving others we really 
:erve ourselves. 

So,—For the sake of others and for your own 
sake, labor to produce an article of interest to be 
published in your Journal. Write poem, 
draw a cartoon, send in a joke, an interesting 


shop kink, a new design of shop tool or die, a new 
method of manufacture, news of what other 
members of your Society are doing, and what you 
are doing. Make suggestions as to how you think 
we can improve the Journal, and the Society. 
Get up and “bust” right out talking at every op- 
portunity at the meetings. 

You can’t really possess a thing unless you 
use it. This is your Society, your Journal, 
provided you use it to express yourself. That 
member who puts forth the greatest effort to 
make this Society and its voice, the Journal, 
cf the greatest service to himself and his fellows, 
is the member who receives the greatest good. 
If we can each put in something of ourselves, our 
lives, this Society will be more powerful than one 
with forty times its membership, for in the aver- 
age society only one man in forty contributes 
more then his dues. 

The things that cost the most in this world 
are the things we get for nothing. You don’t 
want to get your Journal for nothing, for it 
would then cost you the opportunity it presents 
cf serving others and increasing your stature. 

Mail, or bring, your contributions to Publicity Com- 


mittee, 8203 Wocdward Avenue. They will be published 
as space permits, under your name. Phone Madison 5048. 


Two beckwoodsmen in Maine knocked at the door of a 
house at the edge of the forest. ‘Hello, Syl,” said one of 
them to the farmer who came to the door. “Say, we 
came across the dead body, of a man over there in the 
hollow, an’ we thought ‘twas you.” 

“That so? Whet’d he look like?” asked the farmer. 

“Well, he was about your build 

“Have on a gray flannel shirt?” 

“Yer.” 

“Wes they knee boots or hip boots ?”’ 

“Lessee, which was they, Charlie, knee or hip boots” 
O yes, they was hip boots.” 

“Nope,” replied Syl, going back into the house, “Nope, 


t’'wan’t me.” 


Little boy (awakenine at 3 a. m.): “Mommy, tell me 
a fairy story.” 
Mother: “Hush, dear, Pepa will be home any hour now, 


and he’ll tell us both one. 


Ole—‘‘Aye vant to take this book from de library.” 
Librarian—"This, ‘Ben Hur?’’’ 
Ole—“Yah, dat bane she.” 


j 


the 
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SHIM 
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By GUY M. HARTSOCK, 


Ass’t Master Mechanic, 


Hudson Motor Car Company. 


hic to the thinness of the material used, .002 

015. the design of dies for the production of 
otive hearing shims presents problems not 
intered in heavier stampings. 


Stock for the manufacture of shims is gener- 


procured of correct width to produce the part 
in reels of several hundred feet. 


extreme flexibility of the stock requires 


at the press be equipped with two sets of stock 
‘ding rolls, one at either side of the die, as 


T 


Ll 


ty 


wn at A and B in Fig. 1. 


G. 1—Henry & Wright Dieing Machine equipped with 
eed Rolls, Stock Reel, and Scrap Cutter. 


he rolls are synchronized to feed the «stock 
ors the face of the die with no slack, and index 
position with each stroke of the press. The 
ck is pulled by these rolls from the reeling 
hanism C, at the right of the press, in line 


+] 


th the travel of the stock. The press shown 


Fig. 1 is the type most commonly used for this 


at 


T 


s of work. 


he thecretical clearance between the punch 


d die for cutting stock .002 thick is .0002, so it 


nl 


is 


readily seen that the first consideration in 
igning the die is to provide for the mainten- 
e of perfect alignment of the cutting edges. 
s is accomplished partly by making the shoes 
heavy vertical sections. The lower shoe A in 
2 is equipped with four hardened and ground 


guide pins B, accurately fitting the ground bronze 
bushings C in the upper shoe D. The clearance 
between the guide pins and bushings is held as 
clese as will permit continuous running without 
ceizing. 


Bronze is recommended for Lin, 
the bushings, due to its ability ; 
to run satisfactorily with much 
less clearance than is possible. 
with hardened and ground steel 
bushings. 


One pin and bushing should FIG. 2 — Cross See- 


be slightly out of index with ton of Die in Closed 
Position, 

the other three to avoid the 
persibility of the upper and lower shoes being 
ascembled incorrectly. 

Generally speaking, compound dies, that is, dies 
in which the part is completed in one position and 
with cone stroke of the press, are preferable to 
c‘her types, and with few exceptions can be ap- 
plied to flat shim manufacture. Fiz. 2 illustrates 
a “ccmpound” type die. Die H and punch I should 
be of the highest grade of non-shrinking die cut- 
ting steel obtainable and should be hardened to the 
proper specifications, and ground. The lower 
punch and die E should be made of a good grade 
of oil hardening tool steel. After oil hardening, it 
should be drawn so that it can be peened to re- 
sharpen its cutting edge. After its upper face has 
heen increased in diameter by peening it is shear- 
ed in place by the hardened die H. In all cases, 
the hardened sections are the ones into which the 
shim enters, while the semi-soft sections are the 
ones over which the scrap stock is sheared. The 
reason for this is that the peening causes a slight 
burr to form on the stock which is forced down 
over the peened detail. Since the stock around 
the lower punch and die FE is scrap, the burr is 
not permitted. 

The strippers F and J may be made of mild 
steel. The lower one, F, is operated by the 
springs as shown. The upper one, J, is operated 
by the positive knockout on the press through 
the pins K. 

The stock is guided across the face of the die 
Ly means of the channel cut in the steel plate G, 
which js screwed to the spring actuated stripper. 
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Inasmuch as shims are made in a continuous 
operation and at high speeds (approximately one 
stroke per second), the removal of the shim from 
the die is quite a problem. High pressure air is 
used in most cases for this purpose. 

Fig. 3 illustrates the conventional method of 
removing the shim from the die by compressed 
air. A connection is made at L to the upper die 
shoe. A horizontally drilled hole leads from L 
to a point over the upper stripper, and a vertical 
hole from this point lines up with a hole through 
the upper stripper. The air stream coming from 
the lower face of the upper stripper tilts the shims 
as shown, ©9 that the air stream from the jet at 
M een blow them to the right into a chute. 

Both jets are opened sim- 
ultaneously by an automatic 
valve operated by the ram of 
the press on its up stroke. 
They are closed on the last 
inch of the up stroke of the 
ram. The function of the | oot 
upper jet is to break the vac- - / 
uum between the shim and ~~ 
the face of the stripper, §1G. 3— Cross Section 
and to tilt it into the path of Die in Open Position. 
ef the cross jet which blows it into a receptacle 
alongside the press. 


CONE-TYPE FACE MILLING CUTTER 
WITH SERRATED BLADES 


In a new design of cone-type face milling cutter 
recently announced by McCrosky Tool Corpora- 
tion, Meadville, Pa., serrated blades are locked in 
the body by a hardened lifted wedge. The semi- 
circular shape of this wedge and its position in the 
body in relation to the blades, are shown in the 
accompanying illustration. The lifting wedge is 
hrought into contact with the blade by a hollow 
headless set screw. This screw is not threaded 
into the body, but merely bears against the bot- 
tom of the wedge recess in the body. The screw 
forces the wedge up and over against the blade. 
This action in turn forces the serrations on the 
blade into rigid engagement with the serrations 
in the slot of the body. The wedge has a large 
contact surface, and being semi-circular it rocks 
toa perfect bearing against the blade. To release 
the grip of the wedge on the blades, it is only 
necessary to withdraw the screw a few turns and 
tap the wedge with a soft hammer. 

The wedge and screw form a self-contained 


unit. The wedge is case-hardened to protect it 
from damage and to increase its length of ser 
vice. 

Behind each blade is another hollow headless 
set screw, which has a generous portion of its 
thread engaged by threads in the walls of the 
blade slot. This screw prevents the blade from 
being forced back however severe the cutting 
strain may be, and it also provides an easy 
method of adjusting the blades forward uniform- 
ly for regrinding. 

The blades are set in the body at a steep angle 
in relation to the center line of cutter. The ser- 
rations on the blades are horizontal and parallel 
to the bottom. Moving the blades forward a 
very short distance produces a liberal radial ex- 
pansion. Ample length of blade affords gener- 
ous end movement for adjusting the cutters ra- 
dially without changing the engagement of the 
serrations. Additional radial adjustments can 
be secured by stepping the blades out one serra- 
tion. This can be repeated for several serrations 
without sacrificing rigid locking of the blades in 
the body. As a result 79‘. of the blades can be 
worn away in actual use before the cutter has 
to be fitted with a new set of blades. 

The cutter body: is 
made from a high 
grade alloy steel,and 
is case-hardened to 
prevent damage by 
chips or hard usage. 
Standard blades are 
made of high speed 
steel. 3lades can 
also be furnished of 
Stellite. or tipped 
with hard carbide 
metal. Standard 
sizes of this cone- 

type face milling 
cutters for medium duty service range from 5 to 
20 inches in diameter. 

Special cutters with fewer blades and cutters 
with heavy-duty blades can be furnished to spec- 
ifications. 


The poor we have always with us; the rich can com- 
mit suicide, 


Taxi Driver—‘“Here you are, sir. This is your house. 
Be careful, sir—here’s the step.” 

Stew:—"Yesh, Thash allri, but where ish the wresh of 
my feet?” 


| 
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DID YOU KNOW 


at a pull broach for round holes and the like, 
tt lying down on a metal bench, window sill, 
_for a few days, will run when next used and 
-t be sharpened again to prevent running? 
Always stand broaches up in a suitable rack. 
* 
that .0C1 lead error per inch on a screw thread 
‘fects the fit of the thread the same as .0017 in- 
ease in pitch diameter in one inch length of 
ngagement? 
-that clearance must be provided in the trun- 
cated triangles at crest and root of tapped holes 
tight studs are to be driven successfully ? 
‘}he man who runs the machine is often closer 
to the job than the tool engineer. 
that frozen carbon dioxide, or so-called ‘“‘dry 
ice,” is being used successfully to shrink bushings, 
collars, etc., before pressing them into other ma- 
chine parts, thus minimizing the chances of cock- 
ing or shearing. 
K 
-that to quickly find the approximate weight of 
a round steel bar one foot long, square the number 
of one quarter of the inches in the diameter and 
divide by six. 
What is the weight per foot of a 
8 4 8x8: 6 64:6 10.666 


Example 
2 inch diam. bar 2” 
lb. per foot. 


— 


{MUSTA FORGOTTE 
TO WASH THE 


THE ORDER TAKER 


Scene enacted at a recent meeting of the Publicity Com- 
ittee. Time—approaching midnight. 


“Somewhere a voice is calling.”—Guess who it is. 
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Observations by Toolsmith 


To Doc Bachem, professor of bio-physics, we 
must feel grateful for the following information, 
‘Mass production does not satisfy our BIOLOGIC- 
AL requirements”. 

That’s clear as a bell. 

But at the same time one ought to call the at- 
tention of the learned man to the fact, that, in the 
same proportion that we lost our gills and web- 
feet, we obtained something: by name, INTEL- 
LIGENCE. 

It is THAT that has necessitated mass pro- 
duction. 


oO 


Now there is Uncle Ghandi, the saint of India 
—in his holy zeal to return to “fundamentals”, he 
packs around with a spinning wheel. 

Wonder if he realizes that just that little gad- 
get is the very model of the spinning machine. 

The Mahatma must go much farther back to 
even touch “fundamentals”. 

But the holy man is all wet: why fight the 
results when he should fight the cause—human 
ambition. 

That is a SOCIAL question; namely, to regu- 
late and lead human ambitions in the right chan- 
nels. 

But perhaps he has seen his error by now—they 
do say he has taken to the sewing machine, one 
of the most nearly perfect implements of our time. 

Those Hindus are odd. 


4) 


Will we ever forget this muddle, these awful 
days we are passing through? 

Now everybody unanimously 
Never! Never!” 

Ten years after the guillotine choked the gut- 
ters of Paris with human blood—Paris danced as 
gay as ever. 

But of course we are not Frenchmen. 


says, “NO!— 


J.B. G. 


The Old Oil. 24 
Judge—“The jury finds you guilty.” 
Prisoner—“That’s all right, judge. I know you're too 

intelligent to be influenced by what they say.” 

Al—“I see where you are putting up a new building.” 
Cal—“Yeah, we put up only new buildings.” 
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DIES AND TOOLS IN BUILDING BRIGGS BODIES 


By V. J. GRAF 


Chief Die and Tool Engineer 


(CONTINUED FROM MAY JOURNAL) 


An all-steel body may have from four-hundred 
to vix-hundred various dies necessary for its 
manufacture, subject, of course, to its construc- 
tion. As to price, one might say these dies range 
from $100 to 512,000 for one single die, a fair 
average Leing questionable. Why? Because there 
have never been two body designs alike. This 
makes the profession interesting, though costly, 
but it is necessary. Stop the design of new bodies, 
and old styles, with the resultant lack of public 
interest, will stop progress. We would all shud- 
der to think cof adopting one standard for Mi- 
lady’s styles in apparel. Imagine the seasonal 
cost, however, which may not necessarily mean 
progress but a whale of a lot of business. 


Mechanism 


In the family of blanking dies, one of the simplest 
types is a Combination Blank and Pierce Die, as is 
shown in Figure 1. It is constructed of cast iron 
und of various grades of steel. Its parts (see 
letters, Figure 1) are as follows: 


A. Die shoe or 
base cast- 
ing. 

B. Punch hold- 
er casting. 
These two 
parts are 
bases on 
which the 
die is con- 
structed. 
For the 
smaller dies 
they are 
known bet- 
ter as Die 
Sets. 

C. Guide pin. 


FIG. 1—Blank & Pierce Die. 
G:. Guide pin bushing. 
This keens the die in accurate alignment. (Their in- 
stallation is 100 per cent on all dies.) 
Ik. Male cutting steel. 
G. Female cutting steels. 
These two details actually perform the cutting of the 
blank. 
I. Spring stripper pad. 
M. Spring. 
Strips the flash eff of male cutting steel, the flash 
becoming scrap. 
I’, Positive stripper. 
L. Positive stripper knockout pin. 
The positive stripper actuates by the revolution of the 


press and po-itively releases the completed blank from 
die. 
Punch ho!der. 


K. Piercing punch. 
These details perform the piercing. 


Types of Dies 


Avs a dcector talks medical terms, die and tool 
mein and manufacturers have a language of their 
own. There are any number of standard names 
used for dies. Of them all, the simplest is the 
blanking cie, termed “blank’’, as it merely cuts 
out the decired blank from a sheet of steel. Such 
a die we have just discussed. 

‘There are many types of dies. However, depart- 
ing from concrete names is necessary in body die 
work to identify the die by its actual operation, or 
operations, which it performs. Hence, each die 
has a name ox title, which compared with the part, 
gives the Production Department an exact picture 
of its function. Fer instance, dies may be de- 
Blanking, piercing, flanging, form- 
ing, curling, upsetting, trim- 
ming, cic., or any combina- 


cignated as: 


tion. 

Spvace will not permit go- 
ing into detail to illustrate 
rome of our complicated 


dies which weigh tons and 
perform several combined 
forming operations requir- 
ing tons of press pressure 
to cperate. Figures 2, 3, and 
4 will give the reader an 
idea of the range in size 
and complication of the dies 
designed and constructed 
FIG. 2— Die for Part at the Waterloo Plant of 
shown in center of fit. Briggs Manufacturing Co. 


Template Department 


A template is a piece of sheet steel shaped so 
that it may serve as a guide in making an article 
with a corresponding contour. 

To perform this work a department, maintaing 
a force of template makers, is necessary. The die 
maker, if not having the advantage of a template, 
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ld be handicapped, as it would be necessary 
him to layout his own work over and over 
vain, depending upon the number of dies neces- 
to produce a part. This would cause much 
accuracy, lors of time, and “grief.” The Template 


Department is held responsible in almost 90‘: 
of the cases for the accuracy of a die; a wrong 
template will unquestionably show uy in the com- 
pleted die as an error. 


Dies of all types 


and sizes are re- 
quired for stamp- 
ings on Briggs 
Bodies. 
Figure 2 shows 
one of the smal- 
lest and simplest 
dies we build, a 
Rlank and Pierce 
Die, which stamps 
out washers (as 
-hewn in center of 
lig. 2) at the rate 
of 1000 per hour. 
Fig. 3 shows the 
all-stcel Chrysler 
Underbody, prac- 
tically the largest 
single part prod- 
uced by dies at 
Briggs. In Fig. 4 
is shown (greatly 
reduced size) 
one of the dies 
used in fabricat- 


ing the Under- 
body shown in 
FIG, 3—Chrysler Underbody, ig. 2 
It is the Punch of — 


the Cam Die, one — 

cf our giant dies, gece ak 

imately tons ry 

and requiring a i 


No. 15 Bliss Pres 
with a pres; ton- 
nage of 1700 % 


to operate it. This 


is practically the 


largesi die B 

! 

comp 

cated tool which 
Elerces 333 holes 


With one stroke 


kIG, 4—13-Ton Die Shoe for Pielcing 333 Holes in Chrysler Underbody. 
i the press. Use 


Template Making 
ine making of a template is by no means 
niple. We might say it is drafting on steel, as 
ine desired curve trim line, blank development, 


flange, offset line, or layout of a series of holes 
re taken trom the part print, and laid out on 
teel very accurately. After layout, it is cut out 


end filed within a few thousandths limits. The 
emplate, after being checked, is properly stamped 
to identify it as belonging to a particular die of a 


d on 


1700 Ton Bliss Press. 


part, then released to the Tool Room. Figure 2 
shows a very simple template—in this case also 
the blank—which would be used by the die maker 
in working out the blank in the typical die rep- 
resented in Figure 1. 


Fixture Templates 


Flat templates are not solely used. They hold 
the majority. At times, however, as is the case 


(Continued on Page 20) 
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CAN YOU BEAT THIS ? 


By EDWARD C. LEE, 


Chief Tool Designer, 


Due to the close limit of the valve tappet holes 
in cyl. block, .624 plus .0005 minus .000, high speed 
steel finishing reamers would only produce 1200 
holes before they were worn undersize. A tung- 
sten carbide tipped reamer was tried out and pro- 
duced 72000 holes within the limit. 


Chrysler Corporation. 


The only difficulty was that the reamer body 
had worn down directly behind the tungsten car- 
bide tips. 

A new reamer was made and the body was 
chromium plated. This reamer has up to the 
present time produced over 1600,000 holes and is 
still on the job. 


ANNOUNCEMENTS 


Mr. W. J. Fors, treasurer of the A. S. T. E., is 
now aysociated with the Gray Hub Co., 17265 
, Detroit, Mich., in the capacity of Sales 
Engineer. The Gray Hub Co. specialize in tool 
and fixture work, and in addition they manu- 
facture a line of drill heads. 


ok * 


Gable St 


At the last Director’s Meeting of the American 
Society of Tool Engineers, held May 19, 1932, 
a large of number of applications for membership 
were voted on. The Directors authorized the 
membership committee to provide membership 
cards to be issued to all members. The Directors 
ruled that the Chairman of all committees must 
get accounts authorized by the Finance Commit- 
tee before contracting any expense in connection 
with the activities of their committees. 

The Publicity Committee was authorized to 
proceed with the June issue of the Journal, 750 
copies being required. 

October 3-8—Fourteenth annual National Metal 
Exposition, to be held in the 174th Regiment Ar- 
mory, Buffalo, N. Y. W.H. Eisenman, secretary, 


American Society for Steel Treating, 7016 Euclid 
Ave., Cleveland, Ohio. 


* 


The following petition, authorized by the Ame- 
rican Society of Tool Engineers, has been forward- 
ed to State Senators James Couzens and A. H. 
Vandenberg. 

“The undersigned earnestly oppose passage by 
Congress of a bill singling out automotive pro- 
ducts for taxation. We urge that instead some 
form of general tax be used to raise the neces- 
vary revenue, and that automotive levies be com- 
pletely removed from the tax bill. We ask you 
to vote against automotive taxes and use your 
influence to prevent their imposition.” 

* 

Babcock & Wilcox Tube Co., Beaver Falls, Pa. 
has opened a new branch office in the Ford Bldg., 
Detroit, Mich. J. E. Polhemus has been appointed 
district sales manager in charge of the Detroit 
territory. 


June 12- Society of 
Automotive Engineers, at White Sulphur Springs, 
W.Va. John A. C. Warner, secretary, 29 W. 39th 
Street, New York City. 


June_ 1932 


| ; 

\ 


e 1932 A. 8. T. E. JOURNAL 7 


STRENGTH OF MATERIALS 


J. M. CHRISTMAN 
P. F. ROSSMANN 


In the last text, the reciprocal of the ‘Modulus 

Elasticity’ was defined as being the amount 
ny substance 1” long with a cross section of 1 sq. 
nch will compress or stretch when subjected to 
load of 1 pound. Fig. 1 and 2 illustrate the 
efinition as applied to steel. In Fig. 2 it is to 
e understood that the load is distributed evenly 
n surfaces X and Y. 

Knowing that the reciprocal of the “Modulus 


of Elasticity” is the amount of compression or 
extension when all conditions are unity, and with 


light knowledge of proportion. it is quite easy 
to solve problems involving any other conditions. 
However, for those that prefer, the essential ele- 
ments of the computations are expressed as fol- 
lows :— 
A—Cross Section in square inches 
>—Length in inches 
(—Load in pounds 
.—Modulus of Elasticity 
I’—Compression or extension in inches 
E BxC 
AxD 
The “Modulus of Elasticity” and its reciprocal 
fer Steel and Cast Iron are indicated in the fol- 
lowing table: 
Modulus of Elasticity 


Reciprocal 


MODULUS OF 


MATERIAL RECIPROCAL 


____|_ELASTICITY _ 
_ STEEL 29,000,000 .000000034 
CAST IRON 12,000,000 .000000083 


> PROBLEMS—No. 1— 


eT) \ a—How much will a steel bar 12 
Le! \ inches long with a cross-sec- 
SI ra | tion of 1 square inch stretch 
SPY] | when subjected to a pull of 
és | \ 1 pound? 
b—When the pull is 1500 pounds? 
c—When the cross-section is 8 sq. 
inches and the pull 4500 
FIG. 1 pounds? 
1—12x 12x.900000034 .0000004°8 In. 
29,000,000 
_12x 1 x1500 or 12x.000060034x 1500 
29,000,000 


000612 In. 


12x 0000000344500 
.,0002295 In. 


x4500 8 or 
29,000,000 


c— 12x 


No. 2—A Cast Iron Bar is 12 feet long and has a 


cross-section of 6 square 


inches and is” subjected 


to a pull of 60,000 pounds. 


FIG. 2 How much will it stretch? 


SOLUTION—12x12x._ x60,000 : 6 or 12x12 
12,000,000 


x .120 In. 


No. 3—What cross section should a cast iron beam 
20 inches long have so that it will not 
compress more than .0CO5 when support- 


» 


ing a load of 3 tons. 


SOLUTION—20x KBx2000 
12,000,000 


005 or 2Ox 


20 Sq. In. 


No. 4—In Fig. weight of 1000 
Rey “° nounds is applied at the end of 
the beam. How much will length 

“A” stretch and length “B” com- 

press, neglecting any change in 

FIG. 3 the supporting structure or 


beam? 


—The solution to this problem will appear in 
the July issue. 


ANNOUNCEMENTS 


The wire industry will have an important share 
in the 1932 National Metal Congress and Expo- 
sition in Buffalo, October 3 to 8. The Wire As- 
sociation, of John Mordica, Bethlehem 
Steel Co., is president, will have a series of meet- 


which 


ings during the Congress, and a number of manu 
facturers of wire and wire drawing equipment 
have reserved space at the exposition, which will 
be held in the 174th Regiment Armory. Reserva- 
tions have already been made for almost one-half 
the available 50,000 square feet of exhibition 


Space. 
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Polish Grinding the Underside of Camshaft Flanges on Landis Type C 
Semi-Automatic Hydraulic Grinaer 


The new Landis Type C Plain Machine with nothing but 
‘tandard equipment may be used quite efficiently for a 
larger number of grinding operations than might be real- 
ized. Of great importence also, especially to the auto- 
motive manufacturer, is the fact that the entire design 
makes it quite practical to equip the machine with all 
sorts of special fixtures and attachments for single pur- 
pose high production work. A very interesting application 
of this kind is shown herewith. The operation is polish 
grinding the underside of a camshaft flange on a full 
scmi-automatic basis. 


The wheel base is set at an angle, the face of the wheel 
being trued V sheped, in order that the front cutting edge 
will he well supported. Only the minimum number of oper- 
ations are manual; the remaining are automatic. All the 
operator does is keep the work turret loaded and depress 
the foot pedal at the front of the machine. Assuming 
thet a flanze has just been polish ground, the foot pedal 
is depressed with the following operations taking place. 


To begin with, the wheel moves away rapidly to its 
starting position. Then the work rotation stops, the work 
holding collet releases and withdraws into the head, the 
footstock center withdraws, and finally the turret indexes, 
brinzine the next camshaft into polishing position. As 
soon as this takes place the foot pedal automatically un- 
latches, causing the footstock center to advance, the work 
holding collet to advance and grip the work, the wheel 
hbase to move forward, and the work rotetion to again 
stari. The indexing turret carries the finished shaft 
around to the front of the table where it is deposited, 
thereby enabling the operator to transfer it easily to the 
conveying system, 


Although so many of the machine movements are auto- 
matic, they are smooth, quiet and well coordinated be- 
cause of the skillful application of hydraulic power. This 
actuates the wheel base, the work holding collet, foot- 
stock center, work indexin:« turret, and even 
holder. The hydraulic hook up and the elect 
ment are such that it would be impossible for any of the 
movements to take place out of order, and in thi 


the diamond 


rical errange- 


manne} 
probably damage the machine. 

Should there be any great amount of stock removal 
necessary, exactly the same equipment would be used 
to grind instead of polish erind. 
would be in the selection of the 


The only difference 
erinding wheel. Similar 
arrangements might be used for polish grinding or grind- 
ing other automotive parts. However, there are many 
other special attachments and devices applicable to these 
new Type C machines for work of a vastly different 
nature. 


THE ANCESTOR OF THE SCREW 
CUTTING LATHE 


Ask vour tool maker if he can cut threads on 
a machine like this. It used to be done. 


SCREW CUTTING LATHE 


Designed by 


M. GRANDJEAN 


French Academy of Science. 
Copied from Americar | | 
Machinist Magazine i 


April 1920. 


The tool was not shown, but may either have 
been a hand tool with a sicp to help hold it in posi- 
tion, or some device clamped to the bed. At any 
rate, the first cut would be no easy task for the 


operator. 
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T. E. and Standardization 


fhe standardization of any subject or article 
any field is synonymous with unification and 
iplification of practice, and obviously becomes 
natural function of any engineering body. 

rhe A. S. T. E., with its very purpose of organi- 
ion and a membership comprising specialists 
, tool engineering, makes it most fittingly quali- 
d to enter this field of endeavor. 

We should seek the cooperation of the various 
neineering societies and institutes who have 
ioneered standardization work in this country 


and, probably, before our venturing into the sub- 


ect very deeply, we could wisely confer with such 
vanizations as the A. S. M. E., the S. A. E., 
he National Machine Tool Builders’ Association, 


and the American Standards Association, ascer- 
taining those subjects already standardized or ap- 


proved by them receiving from them 
the recommendation of sponsoring some subject 


appropriate to our society; also in case there be 
eny tool subjects that have been standardized 


ut not universally used. we could occasion the 
matter to be studied, and if, in our judgment, 
their use would prove beneficial, we would recom- 
mend its application to industry. Subjects must 
not be picked at random, but should be very care- 
fully selected, after which, procedure should 
be made with precaution, always considering the 
resultant economic value, simplicity of construc- 
tion, and its possibilities of universal acceptance 
und application. 

Co-ordination between the manufacturer and 
ser is a pre-requisite for standardization, the 
ponsor body acting as the go between or middle- 
man. Consideration of stocking is also an essen- 
tial factor, as the manufacturer and user should 
e given an opportunity to deplete their stock of 
the replaced article before the new standard be- 
omes effective. 


J. A. SIEGEL. 


OBITUARY 

lhe society announces with revret the death of charter 
nember Mr. H. T. Martin. Mr. Martin was born Jan. 30, 
1894, at New London, Conn. He had a wide knowledge of 
ool and machine design and manufacture, and was at one 
ime technical officer of the Gage Design Section of the 
irdinance Department of the U. S. Army. He was recently 
cnnected with the Tungsten Widia Tool Corp., 10-220 


General Motors Building, in the capacity of District 
‘anager. 


JOURNAL, 


JUNIORS 


This issue of the Journal is dressed in the 
colrs of the junior members of the A. S. T. E., 
mo:t of whom are students at the Detroit College 
of Applied Science. We should like to see stu- 
dents brought into the society from other educa- 
ticnal la: titutions where tool engineering is being 
taugnut. Ycu junior members should get busy 
snd increase your membership, and start some 
real junior activity. We should like to suggest 
that a committee be appointed to take charge of 
juniow activities to procure special speakers for 
pecial junicy meetings, in which the juniors can 
participate. Every senior member will gladly 
ccoperate and give you every assistance possible. 

You venicr members should be interested in 
knowing just what these students are being 
taught, and how they are being trained to step 
in to help you, and eventually take your places. 
> It will give you some idea of the 
rip competition you are going to meet 
with in the future, and may give you 
some incentive to keep up on what 

AL is going on around you in the tool 
engineering field. 

The tool engineering training received by these 
students is about as follows: 


The first unit consists of a thorough practical 
training in Mechanical Drafting, including ma- 
chine drafting and Apphed Industrial Mathema- 
tics through Trigonometry. This qualifies the 
student to make complete assembly and detail 
working drawings. 

The second unit consists of Tool Designing, 
Applied Mechanics and Strength of Materials, 
Elements of Machine Design and instruction in 
the use of Slide Rule, also lecturers, with black- 
beard illustrations and suitable texts, on modern 
machine shop practice. 

The third unit is Die Designing, advanced lec- 
tures on modern production Methods, and sheet 
metal cperation layout. The student is required 
to design, from part prints, practically every type 
cf die frem the smallest simple blanking and 
piercing die, to the larger dies used in the auto- 
mobile body plants. 

The fourth unit puts the student tn the position 
of the Tool Engineer. He is given a machine, 
euch as a dvill press, and is instructed to put it 


into production, on the basis of a specified number 
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of them being completed daily for a given period 


required to take cach sevarate 


of time. Het 
part and make oul operation sheets specifying 
cach operation in it: proper sequence. He must 
re'ect the taachines and sketch each teol, jig and 
fixture, or dic to complecely preduce the part. 
Iie must figure the of materiais, machines, 
teols, and Jaber to completely produce the entire 
mechine, including the final assembly, and de- 
terinine the complete manufacturing cost of the 
eitic.e being produced. He must make up his 
plant leycut veeine thal every machine is so 
placed that there will be no time lost in maintain- 
ing aneven production schedule of a given number 


of per day or month, and specify necessary 


macerigl hiadidag devices. in selecting the ma- 
chines, he is required to vet proposals from man- 
ufacturei:, and must weigh one type of machine 

hou uid bare his decision on, not 
only the cosi, buat floor space occupied, 
hor.cpower io Cperate, interest on capi- 


cal investment, lavor cost, vate of production, and 
students in the 
Drafismen, Tool Designers, 
To lke Die Muk 


In most of the 


Machine Operators and 
Production Men. Their average age is around 
eS years. At the present time this type of man 
utlendinge day clavses, owing to the unemploy- 
ment situation. In normal times most of the day 
students are young men just out of high school. 

Seniors! there are the men who are going to 
when things begin to hum 
Ii is up to you to look to your 


| 


laurels, for the 


be out after your jo! 
again. 

e young, aggressive fel- 
lows are going te go places, and be heard 
and to vou too. It is 
May the best man 


from. More power to ‘em; 
to be a merry fight. 
win! 
The Pablishine Committee. 


Reducing the Pare. 


Conductor: “li: will have to pay for this boy.” 
Tacit hie 
Conductor: “Well, r rule is ‘Lone pants, full fare; 
t pat } 
Colored Man (in rent «t)—“Lawsee, next time 
in’! 


Suburban Heights. 
“Life’s 2 queer busine olilioquized the suburbanite, 
as he ran for the 8:07, “Either I'm standing on the plat- 


form When the train put in, or I puff in while the 
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Dies and Tools in Building 
Briggs Bodies 


(Continued from Page 15) 


with outer panels on an automobile, the contours 
are so variable, that flat templates result in com- 
plications. A fixture is then made, constructed 
of a wood framework strongly supported and re- 
inforced so that it will not lose its shape. This is 
spotted perfectly to the model, where all 
desired lines, such as beads, offsets, reveals, 
holes, etc., are wanted. The wood frame is lined 
with steel, and laid out and filed as in the case 
of a flat template, the result being a working 
fixture closely allied with a model. 
bility is beyond question. 


Its practica- 


Pattern Department 


Wood patterns are made for all dies requiring 
a casting or castings. The pattern is built from 
die drawings, and is exact in shape as required 
after cast of iron or steel. A die may require 
from two to ten patterns to complete. The pat- 
terns are released to outside source foundries to 
use for molding purposes, then cast. Patterns 
are cast in various materials, depending on ma- 
terial necessary in the construction of dies as 
called for on die drawings. The commonest of 
materials used are cast iron, cast steel, cast tool 
steel, and bronze. 

While pattern making is one of the oldest me- 
chanical trades, body die pattern making is young, 
requiring experienced, mechanically trained men 
who can work in wood with imagination. 

When the patterns are completed, they are sent 
to the foundry. There, in the hands of moulders 
and foundrymen, our patterns are used in the 
process of making die castings for Briggs dies. 

The outside company sends the rough castings 
to Waterloo Plant. After careful check to our 
specifications, the casting is placed on the planer, 
where it is made ready for the Die Layout men, 
who start it on its way to be built into the die 
conceived by the designer. 


LAYMAN: 
MEMBER: — I am glad you (ASTE) asked me, it 
represents The American Society of Tool Engineers. 


F. L. H 


What is that ASTE button you wear. 
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PLANNING SHEET METAL 
OPERATIONS 


By CHARLES W. BALLE 


Chief Engineer, Clayton & Lambert Mire. Co., 
Detroit, Mich. 


Mistakes are often times made in the planning 
nd designing departments which are costly to 
; ctify in the shop. 

When planning sequence of operations, be sure 
he succeeding operations will produce the part to 
pecifications, also consider the tonnage required. 

Crankshafts do break from time to time, caused 
principally from overloading your press. 

Holes in flanges of straight breaks, bends, or 

forms, can be pierced in the blank. 

Holes of importance in parts which are drawn 

must be pierced afterward. 

Will the completed die fit in the press? 

ionally, the 


Occa- 
standard throw of the crankshaft 
has been changed to increase the stroke of the 
ram, and, if your die requires the maximum shut 
height, your are in serious difficulties, especially 
if the shop is equipped for a progressive line up 
Of operations. 

Is the part to be made of scrap? If so, are the 
guide or leader pins in the proper position for 
clearance ? 

Provide proper heeling on forming and draw 
dies, also on cut-off dies. 

Trim and pierce dies:—Trim sections on up- 
ward sweeps, or one sided, provide proper heels. 
Provide proper scrap cutters to remove scrap. 
Never direct travel of piercing slugs toward oper- 
ator. Slugs when jammed and released by pierc- 
ing punch become a hazard. 

When designing dies for dcuble crank presses, 

e sure the overall dimension, right to left, of the 
punch holder, does not exceed the area of the 
ram. Most presses are built so that the ram 
lides, and gibs are much lower than the face 
i! the ram when the stroke and adjustment are 
ip. Sericus consequences will result if this is dis- 
regarded. 

Draw dies for toggle presses—provide ample 
learance from face of ram extension to face of 
lank holder. At a certain position of the crank- 
haft cycle, the face of the ram exceeds the face 
of the blank holder. 


» JOURNAL 21 


NOTICE 
We propose including in our Journal a classified column 
headed “HELP WANTED” and “POSITION WANTED” 
This service is intended to provide the employer with 
killed help 


n tool drafting, tool design, and tool engine- 
ering. 

Rates will be 10¢ per line with 50¢ ninimum charge 
for Classified advertisements, and information will be kept 
confidential. 

These columns will be extended, and a proper handling 
committee built up in the same measure as it is accepted 


and used by the society. 


Sissy! 

A man ceme into an Arkansas town, driving two 
mountain lions hitched to a small rig and using a live 
rattlesnake for a whip. He drove up to the town hitching 
post, hitched his team, struck the whip in his pocket and 
walked into the general store and asked for a drink. 
“Nothing 
queried the tough guy. “Got some corn lik 


“How about a coke?” asked the store-keeper. 

stronger?” 

ker,” says the storekeeper. “Nothing stronger?” again 


asked the T. G. “Wal,” drawled the Arkansawan, vot 
some carbolic acid. You can take some sulphuric acid 
“Okay, pal. 


for a chaser,” Lessee it,” and Mr. Tough 


Guy downed three in the bat of an eyelash. “Stranger,” 
asked the storekeeper, “where you from?” “West Texas,” 
“Why'd you leave?” “Got run 
“Why?” Here the 


Texan fumbled his hat a bit and looking sheepish, answet 


napped the stranger. 


out,” egain snapped the stranger. 
ed: “Aw, they said they didn’t want any sissies out thar.” 


“Mother,” said the motorman’s son, “do they have street 


cers in heaven?” 
“No, dear,” replied the mother. “It requires motormen 


to run street cars.” 


Moth Dithagreeable. 


There had been a burglery in the village. Next morning 


the town weekly came out with the following item: 

Lath night thome thneaking thecoundrel thtole into our 
compothing room and pilfered the cabinetth of all the 
eththeth! Therefore we would like to take advantage of 
of thith opportunity to epologize to our readerth for the 
general inthipid appearance of your paper. We would altho 
like to thtate that if at any time in the yearth to come 
we thould thee thith dirty thnake—in the grath about 
the premitheth, it will be our complete and thorough 
thatithfaction to thoot him full of holeth. Thank you! 


A Bishop had 


the e of 


been preaching with some feeling about 
u cosmetics by young girls. 
“The more experience I have with lipstick,” declared he, 
warmly, “the more distasteful I find it.” 
& 
Susie Smart to work would wear 
The ve ry high est heels. 
One day a top step caught her up. 
kor her the church bell peal ; 
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APPLICATION FOR MEMBERSHIP 


Article II - of the Constitution. 


Section 1. - Membership in this Society shall 
be classified into two groups, - (1) Senior, and 
(2) Junior. In order to be admitted to Senior 
Membership, the applicant shall be either, (a) 
Tool Engineer, who is a man of recognized ability, 
to plan the order of operations, to layout, super- 
vise the design and manufacture of tools and 
equipment; or (b) Tool, Die or Machine Design- 
ers having five years experience; or (c) an Ex- 
ecutive possessing knowledge of tool engineering 
for mass production. Before a person may become 
a Senior Member, he must have attained the age 
of twenty-five years. 

Section 2. - Any tool designer having less than 
five years experience or any student in a recog- 
nized school or college studying tool designing or 


tool engineering is eligible for Junior Member- 
ship. 


The Manufacturers Sales 
Company 


TOOLS AND SHOP EQUIPMENT 


Representing 
R. G. HASKINS CO., 
Flexible Shaft Equipment 
UNION MANUFACTURING CO., 
Chain Hoists and Trolleys 
SERVICE CASTER & TRUCK CO., 
Ball Bearing Casters and Trucks 
HAMMOND MACHINERY BUILDERS, 
Grinders end Polishing Lathes 
HEROLD MANUFACTURING CO., 
Wire Brush Manufacturers 
DETROIT POWER SCREWDRIVER CO., 


Automatic Screwdriving Machines 


Phone WHITTIER 1740 
2180 E. Grand Blvd. Detroit, Mich. 


FORMALITIES TOWARD MEMBERSHIP 


BL-1. — All applicants for Senior or Junior 
Membership must set forth in the application for 
membership signatures of at least five members 
of the Society or if unable to obtain the signa- 
tures of members he may give as reference the 
names of non-members familiar with his work. 
The applicant shall set forth in the application, 
a complete resume of his qualifications for mem- 
bership. 


BL-2. — The Board of Directors may in it; 
discretion authorize the organization of enro'!el 
students of the Society as Student Branches at 
recognized institutions of tool engineering, for 
purposes which are in harmony with the object 
of the Society; such branches shall be governed 
by such rules and regulations as prescribed by 


the Directors from time to time. 


If qualified and interested in joining the Ame- 
rican Society of Tool Engineers, fill out this 
coupon and forward to the Secretary’s office, 
8316 Woodward Ave., Detroit, Mich. 


Please forward to me the standard application 
blank of the Society so that I may make appli- 
cation for membership. 


COLTON 
HIGH SPEED TWIST DRILLS 


will sclve your drilling problems 


“BLACK DEVIL’ 


KK A-2 3ukelite Oil Hole 
Gun Concave Special Spiral 
Special and Standard Types 
for all purposes 
ARTHUR COLTON COMPANY 
2618 Jefferson Ave., E. Detroit, Mich. 
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STANDARD & SPECIAL 


| Die Sets 


and 
SSS —_ _ 4 Di M k S li 
le WWiakers Oupphes 


MFG. BY 


GULLBERG SALES & MFG. CO. 


840 W. BALTIMORE DETROIT, MICH. 


Send for a Copy of New Catalog. 


CHAS. BRUNING Inc. 


| BLUE PRINT PAPERS - REPRODUCTION PROCESSES 


The New Black & White Direct Printing Process 


_A sharp contrasty black & white print from your original tracing—either ink or pencil 


WE WOULD BE GLAD TO DEMONSTRATE THIS PROCESS AT ANY OF OUR 
BRANCH OFFICES, OR YOUR PLANT—ANY TIME. 


Detroit Office - 218 W. CONGRESS ST. 


NEW YORK - DETROIT - CHICAGO - PITTSBURG - ROSTON - LOS ANGELES - SAN FRANCISCO 
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SIEWEK TOOL CO. 


10232 Woodward Ave. 
DETROIT, MICHIGAN 


Manufacturers 


Rapid Clamphing Jigs 
Box Jigs 
Leaf Jigs 


Fixture Locks 


BORING BARS 


CUTTERS 


Serrated 


Rigid Adjustable 


Cut on Center 


THE DETROIT BORING 
BAR COMPANY 


682-690 E. FORT STREET 
Detroit Michigan 


“HOPKINS” AIR OPERATED 
ARBOR PRESS 


RAPID— EFFICIENT— 8 SIZES 
CAPACITIES 1,000 TO 18,800 LBS. 


“HOPKINS” AIR OPERATED MILLING 


MACHINE VISE 


LOW POWERFUL— PRODUCTIVE— 


Mfe by 


Tomkins-Johnson Co. 


624 NO MECHANIC ST. 


JACKSON, MICH. 


Detroit Representative Haberkorn & Wood 


MAIL THIS COUPON. 6/32 


Temkins-Johnson Company 
624 No. Mechanic St., Jackson, Mich. 


Please send us your latest engineering catalog on 


air end hydraulic equipment. 
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Commercial Tool Sales Co. 


10228 Woodward Avenue 
DETROIT, MICHIGAN 


Direct Representatives for— 


SIEWEK TOOL CO. 
Manufacturers 
Rapid Clamping Drill Jigs - Leaf Jigs 
Box Jigs - Fixture Locks. 


Factory 


INDIANA DRILL HEAD CO. 
Menufacturers 
Multiple Drill Heads - Fixed Center Heads 
Adjustable Spindle Heads. 
E. C. PUTNAM. 


LATROBE TOOL CO. 
Menufacturers 
Twist Drill - Reamers & Metal Cutting Tools. 
J. M. CARPENTER TAP & DIE CO. 
Menufacturers 
High Speed Cut & Ground Thread Taps 
Carbon Taps & Dies 
E. L. FOREMAN. 


Drafting Materials 
Blueprints 
Photoslats 


“106” 


THE ACE OF 


McCauley and Madison Inc. 


115 E. Elizabeth St. 


DRAFTING PAPERS 


Detroit, Michigan 


CADILLAC 1240-1 


Phones 


Micro-Poise Production Balancing Machine 
120 WHEELS PER HOUR 

The new “Dirigible” tire emphasizes the troubles such 
as shimmy, wheel tramp and steering wheel fight, found 
in automobile steering and wheel mechanisms. Tests have 
demonstrated that properly balanced wheels are a major 
factor in minimizing these difficulties. 

The Micro-Poise 
Balancing Machine 

particularly ad- 
apted to balance 
Casings, Casing and 
Tube Assemblies, 
Wheels and Brake 
Drums, thus mek- 
ing it possible to 
eliminate unbalance 
as a contributing 
factor in causing 
shimmy, tramp or 
vheel fight. 

With 


thed of testing for unhbal- 
nee om tire and tube as- 
emblies vou can tell in- 
tantly whether the tube 

© placed in the casing 
* fo produce the minimum 
unbalance. One hundred 
and twenty of these as- 
emblies can he checked 
nm one hour 


our exclusive me- 


Flywheels, clutches, ete.. 


accurate to .2 ounce inches. 


Commerce Pattern Foundry & Machine Co. 


2211 Grand River Ave., Detroit, Michigan 


DESIGNING ENGINEERING 


DEPENDABLE 
Tool Engineering Service 
Under the guidance of an experi 
enced corps of Engineers you can 
have your problems as to special 
machinery, 


jigs, 


fixtures or pro- 


duction tools 


cleared up without 


loss of time or excessive costs. 
Mechanical Engineering 
Service Corporation 
25-731 Insurance Exchange Bldg. 


DETROIT, MICH, 


‘ 
44 
on 
| 
= 
& 
| 
| ae 
me 
| 
= 
“Vi 
| 
- 
At 
4 


BELIEVE IT OR NOT! 


A Tool cost of TWO THOUS- 


ANDTHS OF A CENT per one 


inch hele, is possible with a 
National adjustable tungs- 
ten carbide boring tool. 
When 
at the 


same time Mfg. of National Car- 


bide Boring Tools, 
it is mention- 


National Rotary 
ed that one may 
impreve and also bushings. 


increase the product 
per machine unit—is it 
not worth your while look- 


ing into? 


National Booring Too! Co, 


1312 Mt. Elliott Ave. 4 
DETROIT, MICH. 


HABERKORN & WOOD 


2208 WEST FORT STREET 


DETROIT, MICH. 


EXCLUSIVE REPRESENTATIVES 
— ON — 
MINSTER PRESSES 
Inclinable - Horning - Knuckle 
Straight Side & Gap 


KENT-OWENS 
HOPKINS—Air & Hydraulic Equipment 
MIAMI 
Movable Fixed Center Drill Heads 
GROTNES—Special Wheel Machinery 
AVERBECK—Shapers 


TUTHILL—Pumps. 


Milling Machines 


This wrench 
will force 
any punch 
or die out 
of the re- 
tainer and 
seat the 
new one 


instantly. 


SURLOK REPLACEABLE 
PUNCHES and DIES 
stand the gaff of modern 


production. 


The puch lock operates POSITIVELY 
and replacement is always assured. 
SURLGOK punches cannot jam, do not 
pull out, and will handle the toughest 
job in your plant with ease. 
SURLOCK makes soft steel retainers 
practical—you can now have replace- 
able punches and dies for less cost. 
WRITE US FOR STANDARD 
FOLDER AND PRICE LIST. 


Surlok Punch Co. 


38 PIQUETTE AVE., DETROIT, MICH. 
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The World’s Largest Makers of Die Sets 


AGAIN, MAKE LOWER PRICES POSSIBLE! 
By Introducing a new line of Danly Standardized 


COMMERCIAL DIE SETS 


Designed to meet te-d-»’s lew toeoline & production costs. 
And offering the accuracy of Danly Standard Precision. 


DETROIT HEADQUARTERS 
1549 Temple Avenue 
CHERRY 6666 


Special Die Sets 
any shape 
or size 


Complete line of accessories 
Dowel Pins 
Gap Screws - Die Springs 


also Stripper Bolts 
Torch Cut - Welded Steel Guide Post - Bushings 
Plates. Ete. 


MICHIGAN 


COMPLETE 
TOOLING SERVICE 


WHAT DO YOU NEED ? 


We make every and any type of cutting tool used in modern production. And because 
of our remarkably efficient production facilities and equipment, we can guarantee 
quality, economy and complete satisfaction of every tool. 


What do you need in cutting tool? We are ready to supply you. 


TRY MICHIGAN COMPLETE - 


7171 EAST SIX MILE ROAD 
DETROIT, MICH. 
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